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A Survey of Compatibility of Materials with

High Pressure Oxygen Service

1. Introduction

The Cryogenics Division of the National Bureau of Standards (NBS-CD)
was recently requested by the Marshall Space Flight Center of the National
Aeronautics and Space Administration (NASA-MSFC) to perform a survey
and assess the existing state of knowledge regarding compatibility of
materials with high pressure oxygen. Particular emphasis is to be placed

on past practical operational and research experience.

Material compatikility, in general, implies a harmonious coexistence

of all the materials of a system. The lack of such compatibility can lead

to undesirable and sometimes d’sastrous results. For example, the chemical
reaction of a combustible material with oxygen in a system results in corrosion,
burning, or even explosion. It is clear that the general definition of in-
compatibility encompasses many phenomena. In this study, however, we

have restricted ourselves to the consideration of materials exposed to high
pressure oxygen. Because only high pressures are considered, any man-
related incompatibilities are ignored. The harmonious coexistence of materials
in a high pressure oxygen system implies the physical containment of the
oxygen as well as the lack of significant chemical reactions with the oxygen.
Thus compatible materials are defined, in this study, as those materials

or combinatione of materials with sufficient mechanical strength to with-

stand the high pressures and whose propertics are not significantly degraded

by the presence of oxygen. We will pay particular attention to the ease with
which any degradation is initiated (reaction sensitivity), the rate at which
degradation progresses (reaction intehn\ity), and the sources of degradation
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initiation (ignition sources). The dependence >f these parameters on
physical properties, such as thermal conductivity, specific heat, density,
and heat of combustion, as well as system charzcteristics, such as pressure,
pipe wall thickness, total mass, radius of pire bends, and surface roughness,
is considered. It is to be noted tkat the d:pehdence on pressure is the
primary consideration here; however, the interdependence of the effects

of these characteristics makes it ess=ntially impossible to aralyze any

one separately. -

The objective of this survey is to gather the available information on
the compatibility of material's with oxygen as applied to the production,
transport, and applicaticrns experience of high pressure liquid and gaseous
oxygen and to compile this material into a usable reference report. High
pressure is here defined to be above about 2000 to 3000 psia. Since high
pressure projections sometimes can be made from lower pressure data,
some low pressure data are also included. Low pressure data are included
if they are considered helpful to a better understanding of the behavior at

high pressures.

It is anticipated that this technical input to NASA-MSFC will assist in
the establishment of practical and safe, but not stifling, guidelines in the future
use of high pressure oxygen. It is hoped that such guidelines will eventual'y be
commonly accepted throughout NASA, other government agencies, and the

commercial sector as well,

Recently, Clark (1971) of NBS performed a survey on oxygen compalibility
of materials at ordinary pressures. Information from Clark's report which
is especially applicable to high pressure application will be repeated for
convenience. Surveys of oxveen related accidents have been conducted recently ¥

by Ordin (1971) and Johnson (1970) for NASA and by ~McQua;id and Ccle (1972)

for the Navy. Each of these surveys indicate a surprisingly high rate of accidents

caused by material incompatibility, The surveys by (rdin and Johnsnn covered




NASA, some Air Force, and some related contractor records. O- "in
reported 20% of the mishaps with liGuid oxygen and 36% of the mis . s
with gaseous oxygen involved material incompatibility. Johnson reported

56% were caused by the presence of oxygen incompatible materials. In

many cases more than one factor was invclved in the mishaps. For example,

procedural errors were involved in 78% of the mishaps and design errors

were present in 63% of the mishaps according to Ordin. Even though material

incompatibility with oxygen was present in fewer instances than procedural
or design error, the percentage duve {5 incompatibility is significantly large

and it is expected to be even higher in high pressure oxygen systems, It is

also noted that the accident rate due to material incompatibility in high pressure

gaseous oxygen is almost twice that in liquid oxygen.

McQuaid and Cole's (1972) survey indicates an accident in a Navy
compressed gas system due to spontaneous ignition every four weeks during
the period January 1968 to May 1971. They do not indicate what proportion
of these are due fo material incompatibility, but do state that material
failure accounts for about half of these accidents; the cause of the other
half is unknown, No accidents are attributed to design failure or persoanel
errcr. From this information one can not rule out that a sizable proportion

may be due to material incompatibility.

Reccent trends in NASA, military, and commercial use of liquid (LOX)
and gaseous (GOX) oxygen point toward use of higher pressures.' With
this increased use to 10,000 psi and higher, compeatibuity considerations
are of paramount importance, Deep concern with safet:r iy rightfully
prevalent throughout the field, both by the producer and the user. This
survey will better define material incompatibility problems and haxzards
caused by the use of high pressure LOX and GOX. This report coutains
recommended guidelines in later sections which will hopefully allow the

necessary flexibility and compromise between cost - efiectiveneas and
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safety. Also included is a tabulation and assessment of available high
pressure compatibility data and an indication of the availability of equip-
ment. The next section is a discussion of the compatibility parametzrs
affecting the selection of materials for high pressure oxygen service.
Following sections include discussions on structur:zl integrity, chemical
compatibility, and experimental tests and data which charac.erize the

relative compatibility of different materials.
II. Material Selection

The selection of a given material to fulfill a specified function in
high pressure oxygen service must be based both on its physical-mechanical
properties as well as its chemical properties. The principal chemical
property of interest here is its potential reactivity with oxygen. The relevant
physical-mechanical properties are primarily strength and plastic deforma-
tion properties, For example the plastic deformation of polytetralluoroethylene
may make it unusable for a valve seat material at sufficiently high pressure
and copper may be too weak for a pressure chamber, even though they may be
judged chemically compatible with oxygen. Also, the designer needs to
consider that plastics and nearly all metals become more brittle at LOX
temperatures. Other properties such as specific heat, thermal conductivity,
density, and thermal diffusivity influence material compatibility, For
exarnple, nickel-copper alloys are rapidly replacing stainless steel in high
pressure oxygen systems because of the increased thermal cozductivity and
diffusivity of the nickel-copper alloys, The higher thermal conductivicy
results in lower reaction sensitivity, Also, mechanical proberties may be
altered in the presence of high pressure oxygen, e.g. crack propagation

may be enhanced.

Several good reviews of lower pressure oxygen compatiBiIiW have been
written, Many of these contain information basic to the understanding of the

higher pressure phenomena, The most recent review is by Clark (1971);
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other noteworthy reviews and technical papers are by FPelouch (1972), McQuaid
and Cole (1972), McKinley (1971), Attwood and Allen (1971), Ordin (1971),
Schwinghamer (1971), Keeping (1971), Blackstone and Ku (1971), Johnston (1970},
Kimzey (1970), Guter (1967), Olson (1967), White and Ward (1966), Nihart and
Smith (1964), Baum, Goobich, and Trainer (1962), Dean and Thompson (1961),
Van Dyke (1959), and Grosse and Conway (1958). An assessment of the views

presented by these authors along with our own views are described in this report.

Of particular interest is the work on oxygen safety by the Aerospace
Safety Research and Data Institute (ASRDI) at NASA - Lewis Research Center.
They will be publishing, soon, a series of NASA Special Publications entitled
"ASRDI Oxygen Technology Survey: - - ~ - = " covering the subject arezs of
metals and alloys, cleaning requirements, haraware, and contamination
control. Of special interest for material selection is the report in this series
by Pelouch (1972). Another pertinent report of this series is a state-of-the-art
survey cn oxygen instrumentation, including a section on pressure measure-
ment. This survey is being performed by the Crycgenics Division, NBS,
Boulder. ASRDI has also collected a large amount of oxygen safety related
information into a computerized data retrieval system called RECON. These
reports and the readily accessible data bank should be very helpful for assessing

specific problems.

An extensive treatise on the subject of material selection for application
in mannad spacecraft is NASA MSC-02681 (1972). This volume contains
more geaeral technical information and design guidelines regarding oxygen
compatibility than any other single reference work. It is not addressed
toward problems associated witk high pressures; however, as is stressed

later, low preasure gnidelines are directly applicable at high pressure as well.
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A. Structural Considerations

Prior to chemical reaction considerations, one should be assured
that the material selected for a given application is structurallv adequate.
If the material is not structurally adequate there is little point in assessing
its chemical compatibility. The physical - mechanical properiies of interest
for high pressure service are strength, hardness, mechinability, brittleness,
thermal expansion, etc. Data necessary for structural design can be found

in many sources. A few recent sources are Aerospace Structural Metals

Handbook by Weiss (1966), Cryogenic Materials Data Handbook, Schwartzberg

(1968), and Materials Properties Data Handbook by Aerojet Nuclear Systems
Company (1970), NATO-AGARD (1959).

ASRDI recently contracted Linde Division of Union Carbide Corporation
tc renort on their vast experience in design and handling of oxygen systems.
The resulting report, Linde (1371), includes a section on "Structural Com-
patibility'' with emphasis on therrnal expansion problems encountered with

LOYX equipment.
B. Chemical Reaction Consideration

Chemical reactions with system materials are important in that
the miaterial properties may be altered to the point of system failure.
Material incompatibilicy here is generally synonymous with oxidation or burning.
Important factors in the consideration of oxidation are reaction sensitivity,
reaction intensity, and ignition sources. The effect of high ~ressures on
these factors and ultimately on equipment design is essentially the subject of this

study.
1. ‘Reaction sensitivity

Reaction sensitivity is a measure of how readily a mate:ial will
react with oxygen. Most of the experimental tests performed to characterize
oxygen compaiibility (deacribed in a later section) are directed toward ob-
taining a measure of reaction sensititivy, Examples of reaction sensitivity
tests are those involving reactions initiated by impact, by heating, or by

electric arc. The variable most important to reaction sensitivity is the

WP CASY sl g SER IR s TR LR LA T AL RO T RV Y BRI DPP 0 4 FRTUOIURMEIS g p



ignition temperature of the material. However, this may be considerably

. altered by the presence of oxide coatings or contamination, It is to be
noted that many of the materials tested include contamination or impurities.
Oxide coatinigs on metals usually raise the apparent ignition temperatures;
while contaminants generally lower the ignition temperature. Impurities
such as cil or grease, rust, metal filings, etc. on metals usually drastically

- \ increase the probability of reaction. Other factors which are significant

in the consideration of reaction sensitivity are specific heat, thermal con-

ductivity, density, thermal diffusivity, and material configuration,

The ignition temperature is the most critical factor in determining a

. material's reaction sensitivity, As will be shown later, the ignition tempera-

&

( ture of a solid generally decreases with increasing pressure up to about

' ; 2000 psia. Above this pressure the ignition temperature is relatively independent
of pressure. Thus, the reaction sensitivity is not expected to change appreciably
e at higher pressures. However, the possibility of ignition at higher pressures
" is enhanced because the pnssibility of the release of sufficient energy is greater.

g

2. Reaction intensity

Reaction intensity is a measure of the rate of energy release of the
reaction once it is started. The importance of reaction intensity to material
selection is discussed by Blackstone et al (1971), (1970), (1967) and Jamison

(1971). Reaction intensity determines to a large extent the degree of damage

bt
®.
v
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done to a system, the speed with which the damage progresses, and the

ability of the reaction to spread to other materials in the system., The factors
which most influence reaction intensity are heat of combustion and oxygen
availability, Oxygen availability is determined by temperature, volume,
pressure, and rate of flow. Other factors influencing reaction intensity

are material density, configuration (e.g. the size ~f the heat sink) and the
properties of combustion products. Reaction intensity is expected to be

greater in high pressure systems due to the increased availability of oxygen and

concomitant increased burning poteatial.
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3. Ignition Sources

It is often stated that a reaction is only possible in the presence
of a fuel, an oxidizer, and an ignition source. This statement is of
little consolation in an oxygen system when one rezlizes that the fluid
is the oxidizer, the system is the fuel, and ignition scurces are ever-
present in varied forms. Probably the most important source of igniticn
in a high pressurc sysiem is the heating due to rapid adiakatic compression.
The use of materials with high thermal diffusivity and high heat capacity
are most beneficial here since the most rapid rates of heatingy by com-
pression are not appreciably faster than the effective surface cooling rate

of good heat conductors.

Another important source of ignition is impact, such as by small
particles or buj!" pieces in a flowing stream of oxygen. Heating caused by
friction and static discharges can also ignite system components. In high
pressure systems the probability of ignition is greater because of increased
likelihood of encountering high temperatures and possible lowered ignition
temperatures, High pressures generally also result in greater flow velocities,

increased impact energies, and frictional heating effects.

A chemical reaction of significance that is seldom considered is the
fracture or crack propagation enhancement by an oxygen atmosphere. The
fatigue behavior of a2 high pressure oxygen container is very critical, par-
ticularly if the pressure is cycled, yet very little work has beén done [Linde
(1971) and Baum, Goobich, and Trainer (1962)]. Crack growth enha.ncemént
has been rcnorted for a titanium alloy by Jackson et al (1963) and the absence
of any enhancement for a nickel alloy has been reported by NASA (1970),

This is an area of investigation that has been sorely neglected and, therefore,

vrojections to high pressure are imposasible.
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C. Recommended Selection Procedure

As indicated earlier, it is best to first select materials which
physically fulfill the mechanical demands of the component considercd.
These materials are then analyzed to select the most chemically compatible
material. This selection process is often based upon the material ranking
of a given compatibility test. Or it may be based upon the concensus of
the material ranking recommendations found in the literature, as is also
frequently auivocated. However, we believe that both of these suffer from
two serious drawbacks: (1) no consideration is given to the uniqueness of
the particular demands of the application in question and (2) the materials
ranking recommendeations based upon the resuits of individual investigations
often are highly contradictory. These contradictory results are frequen-ly
due to the specialized nature of the test and the biased interpretation of the
results. A case in point is the wide disparity in the ranking‘of aluminum
and stainless steel reported by various investigators: Dean and Thompson
(1961), Kirschfeld (1961), (1965), (19€7) and (1968), ar;d Nihart and Smith
(1964). We believe the material selection process should be accomplished
by matching the particular demands of the egiipment component with the
materials best satisfying these demands. Material selection on this basis
assumes the existence of several types of compatibility and physical pro-
perties data for these materials. For example, if a component is likely to
be impacted but no. likely to be in a high temperalure environment, materials
with a low impact sensitivity should be considered regardless of their ranking
according to ignition temperature. This proce: :re, apparently already
used by NASA, is discusgsed in the report NASA, MSC-02681 (1972). The
importance of equipment design, as discussed in other parts of tbis report,
should not be ignored. For example, the introduction of slow opening
valves and heat sinks, whenever possible, will reduce the probability of

ignition by adiabatic compression.
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The following is a priority sequence of guidelines that should be followed
when selecting materials for oxygen use in the presence of ignition sources.

Of course any considerations must include the effects of possible contaminants

in the system,

1. Eliminate ignition - select a mater.al which is least likely to ignite

under the operatioral conditions.

2. Prevent continued reaction - select a material which tends to

quench the reaction after ignition.

3. Reduce the rate of reaction - select materials which react as slowly

as possible after ignition to permit the control of the reaction.

These recummmendations encompass those suggested by McKinley (1971)
and recommended by NASA - Myers (1971). The first guideline is most likely
satisfied by selecting the material with highest ignition temper=2ture but is
also affected by the presence of oxide coatings or the possitility of inter-
material reactions. For example, it has been reported and discussed by
Key (1968), (i964), Ordin (1971), and Keeping (1971) that chlorofiuoro
compounds may react strongiy with aluminwn under shear forces. This
reaction may be sufficient to ignite aluminwn in the presence of oxygen.

Irca rust according to Keeping (1971) significantly lowers the ignition re-
'sistance of aluminum in oxygen. Materials with a high thermal diffusivity

are better in dynamic sysiems since local energy impulses will result in

less pronounced hot spots than with iuw diffusivity materials, In a static
system high thermal conductivity materials arc more desirable for essentially
the same reason. Materials whose melting point is higher than the ignition
temperature should be free of sharp edges. The presence of sharp edges

may resuit in hot spots for ignition, If the ignition terc: - -ature is sufficiently
above the melting point, sharp edges w:ill probably be _...... hed by melting

before ignition occurs. This has been reported to be t: .2 cass for aluminum

Ly Keeping (1971).
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The second guideline, seiecting a material which tends to quench itself,
is in{lucnced by several factors., Thne heat of combustion is the most important.
If it i1s sufficiently low, the heat may be conducted away ra—idly enough to r .
quench the burning. The reaction products may also interfere with continued
oxication. For example, slag buildup has been reported to have a quenching

effect in iron.

The materials portion of the third guideline, select slow burning materials,
is affected by essentially the same factors. However, one can alsc utilize
good design to slow down the reacticn. For example, one might insert a
nickel-alloy pipe section in a predominantly stainless steel pipe. The nickel
alloy section, having a lower reaction intensity, would e¢ither quench or
slow a reaction propagating along the pipe. The shape and size of components
at strategic points in a system cau be significant in controlling a reaction.
Thermal anchoring of potentially reactive components to a cold heat sink
c1n also be useful in curtailing a burn. A rapid operating system to shut down |
the oxygen supply upon detecting a malfunction rnay prevent extensive damege,
unless the initial burn occurs with explosive violence. Limiting the oxygen
availability by restricting oxygen flow where pcssible is d:sirable for control

purposes.

Material ranking lists are most useful for design purposes if they are
clearly identified as to the experimental tests pon which they are based.
McKinley (1971) has compiled ranking lic.s based upon irdividual past tests.
These lists and the recommendati—as in NASA, MSC-02681 (1972) should
be consulted for material rziection. The results of varivus compatibility
experiments along “.ith physical property data, such as melting and vapor-
ization tc.aperatures, thermal conductivity, specific heat, and heat of
combuetion,’ are sometimes combined to produce a weighted index of oxygen
compatibility. Such an equation has been used by Linde Division of Union
Carbide Corporation [Carlson (1971)]. The critical point of setting up such

an equation is the choice of the weighting factor for each pararueter in the

11




equation. Iln our opinion, the importance of ignition temperatures can

hardly be overstressed at high pressures and the prevention of ignition g
should be the principle goal, Next we will discuss tests which have been %
devised to characterize these properties and then summarize the data :f \
which have been obtained with these tests. ?
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1II. Material Compatibility Tests

A test to measure the compatibility of a material with oxygen
basically consists of placing the material in oxygen in the presence of an
ignition source and observing the sensitivity or intensity of the reaction.

The tests may be conducted under different conditions, such as at different
temperatures, pressures, or ignition energies, to determine any dependence
on these variables. The kinds of tests possible are limited primarily by the
number of possible ignition s.ources. However, most tests are quite realistic
in simnulating working conditions and commeon igaition cources., Somewhat
arbitrarily, these tests are described below by the following ignition
categories: impact, thermal, electric arc, abrasive, and fracture.  Also
discussed ar-= environmental and configuration tests which involve various
forms of ignition in simulation tests. There are also many experiments
designad to measure spacific thermodynamic properties, such as heat of
combustion, thermal conductivity, specific heat, or melting point. Strictly
speaking, these are not compatibility tests, but do provide a basis for wder-
standing the results of compatibility tests. Most compatibility tests ai
concerned primarily with resistance to ignition (reaction sensitivity) but
some also are designed to measure the burning rate or quenchant behavior

(reaction intensity) after combustion is initiated.

One of the most probable ignition mechanisms is by impact in the
presence of oxygen; be it by dropping a wrench in an c;xygen spill (mechanical
impact), by impinging a piece of weld slag on the bend of an oxygen pipeline
(particle impact), or simply by rapidly opening or closing a high pressure valve
(preumatic impact). Each of these conditions are simulated by a particular

impact compatibility test method.

The most common version of an impact test is the Mechanical

Impact Test developed by Lucas and Riehl (1960). This test has bcen used

extensively and has resulted in an enormous number of data, Key (1963),
(1964), (1966), (1968), Jamison (1970), and NASA, MSC-02681 (1972). It
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is onc of only two ASTM standard tesio for oxygen compatibility, ASTM (1970).
The test is8 conducted by imparting a known amount of energy from a falling -
plummet to a striker pin which is in contact with the specimen in the

presence of liquid or gaseous oxygen and any reaction is noted. The test

is relatively simple and readily adapted to variable pressure and tempera-

ture. Compatibility by this ASTM test is defined as no reactions out of

20 impacts with the plummet impact energy adjusted to 70 ft-lbs. Key (1968)
indicated that this go-no-go test has been remarkably successful in rejecting
incompatible materials. However, the arguments described in the next paragraph
suggest that the poor repeatability inherent in the test may lead to the rejection
of some compatible as well as the incompatible materials. Blackstone and

Ku (1971) have gone ao far as to suggest that this test has also passed some

unacceptable materials.

;I‘he mechanical impact test procedure has undergone extensive
criticism by Blackstone (1970), Blackstone and Ku (1971), Blackstone, Baber,
and Ku (1967), Burmeister, et 2l (1967), Reynales (1958), (1961), Staph =t al
(1962), and Jamison (1970). The ciiticism indicatee ssscutialiy that ithe
statistical procedure of the test i at favit rather than the tést apparatus per se.
Schwirnghamer (1972) has refuted some of this criticism. A different statistical
approach has been recommended by Jamison (1971) as a consequence of this criticism.
Instead of accepting a material if it doesn't react in 20 tests at 70 ft-lbs, the
test would be repeated 20 times at different-energies to find the energy at
whic .. 50% reactions are obtained. This energy (determined from the drop
height of the falling weight) is used to indicate the relative impact sensitivity
of the material., This method is referred to as the Bruceton or ''up-and~down’

method of mechanical impact testing. According to Jamison (1971) the

"up-and-down" method of impact testing, as an alternative to the go-no-go
teat, is bnth efficient and repeatable, That the Bruceton method -is more
repeatable than ths go-no-go test is Intuitively reasonable; however, the
go-no-go test is less time consuming ard theyeiore is-considered usaful

14
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containing test chamber suddenly opened to a high pressure reservoir.
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as a screening test if the occasional rejection of an acceptabie material

is pcrmissible, Blackstone and Ku (1971) and Jamison (1971) give historical
accounts cf the development from the first impact testor described by

Lucas and Riehl (1960) to current models. As a result of recent attempts to
improve the mechanical impact test it has been suggested that reaction
intensity testing should also play a major role in material selection in !
conjunction with reaction sensitivity testing. Jamison (1971) has poini=d

out that the improved repeatability of the Bruceton method of imp:.ct sensitivity
testing shows that materials are not significantly different in sensitivity.
However, he indicates that these materials diifer widely in intensity since

some of them react violently and are totally consumed while others are oaly

SEPVINY L PRRNET S P

slightly charred. It appears that further statistical considerations may be in

order here to take advantage of both techniques rather than to reject either
totally.

Another form of impact test which has been used considerably is the

Pneumatic Impact T~st. The pneumatic impact test is designed to simulate

B GRS Wl 2 S DY SRTER ) LVC AP RS

the adiabatic compression resulting from a rapidly opening high pressure

£
.

valve. It is usually performed in just that way wich a small specimen

The adiabatic compression test uses the highest pressures of all the
ccmpatibility tests, except for a variation of this test using explosively

generated shock «aves,

Adishatic compression tests involve the study of material ignition
in the compressively heated oxygen gas. The absolute temperature, T, of
an id- al gas under adiabatic compression as a function of pressure, P, for
ar ideal gas is giveu by |

n-l

n

. P
T-’lo P
o
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where 'I'o and Po are initial temperature and pressure, respectively and n
is the ratio of specific heat at constant pressure to specific heat at constant
volume and is about 1.4 for oxygen. Nihart and Smith (1964) plotted values
of 1" versus P for T0 =273 K and Po = 14,7 psia. At 10,000 psia T is

1900 K which is sufficiently high to ignite almost any structural material.
Whether ignition actually occurs is determined by the temperature of the
material and not just the temperature of the compressed gas. Thus the
trarsient thermal characteristics of the system are important. The
thermal diffusivity, heat capacity, and other factors such as the existence
of sharp edges, determine the peak temperature of the material. For these
reasons an adiabatic compression test is most meaningful if performed

on a system rather than on a specimen of material.

The Particle Impact Test is the least used of the impact tests;

howevear, its importance should not be neglected especially in high pressure
systems. This test is performed by impacting particles in a flowing oxygen
stream with a test specimen and any resulting reaction is recorded. This
test is conducted at various temperatures, pressures, flow rates (velocities),
and particle size.

Thermal tests are those in which the ignition source is essentially

the temperature of the specimen and its environment. In reality, all ignition
sources are thermal in that a local Fot spot must be created for ignition
to occur. Classed as thermal ignition tests are bomb tests, promoted ignition

tests, and hot wire tests. The Oxygen Bomb Test, described by Nihart and

Smith (1964) and Guter {1967) is performed as follows: a specimen is placed
in an oxygen filled bomb, The temperature of the contents of the bomb is
gradually raised until ignition occurs, as indicated by a rapid rise in

temperature, vieible flash, or audible explosion. The temperature at which

‘ ignition occurs is called the self- or auto-ignition temperature. The preasure

in the chambér during the controlled temperature rise may be either constant
or allowed to rise with increasing temperature. In some cases the specimen
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is exposed to oxygen only after equilibrium has been reached at each tempera-
ture and the specimen is changed after each such measuremeint. The Oxygen
Bomb Test can be used to determine gaseous oxygen compatibility of metals

or non-metals i~ che solid, liquid or gaseous states., The Pot Test described
by Guter (1967) is similar to the Bomb Test except the Pot Test is done at
standard pressure and with flowing oxygen. It f{requently is intended to simulate

actual conditions of use and with it one can assess flow effects.

Promoted Ignition Tests are performed by burnirg an ign‘ition
promoting material in the presence of a specimen. Many materials have been
used for promoters, however, the best materials are those that do not
significantly effect the composition of the specimen surface as the promoter
is burned. Contamination of the surface of the specimen by the promoter
can change the specimen's ignition characteristics and thus produce erroneous
results, The amount of specimen consumed by the burning of a fixed amount
and type of promoter or the amount of promoter required to consume the entire

specimen is used as a measure of its resistance to combustion.

The Hot Wire Test is conducted by heating a metai wire in a gaseous

oxygen atmosphere, An electrical current is passed through the wire,
resulting in IZR (or Joule) heating, The temperature is increcased with
increasing current, resulting eventually in the wire either igniting or melting.
This test can only be used on metals below their melting temperatures and

its ornly advantage is simplicity.

Probably the most tragic oxygen accidents have involved electrical

ignition sources such as electrical arcing from associated electronic equipment.

The Flash and Fire Point Test, used primarily on organic materiale, is

performed to simulate these conditions by uasing an electric arc to ignite a
cspecimen in an oxygen filled chamber. The temperature of the chamber is
raised and the electric spark is generated periodically near the specimen,

The temperature at which a momentary ignition occurs is defined ax the ‘

17
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flash point; the temperature at which sustained burning occurs is called

the fire puint. At high oxygen pressurcs the flash and fire points are
coincident. The relationship of flash and fire poirnts ana auto-inition
temperatures (see oxygen bomb test) is not known specificaliy. Intuitively,
one wovld expect that the auto-ignition temperature is equal to or greater
than the flash and fire temperature; the experimental data presented later
indicate that at high pressures there is little difference between these tem-

peratures.

Gailing caused by two pieces of metal rubbing was projected as one
of the possible causes of an oxygen tank truck accident and there have t:en

a few Abrasive Tests to study such phenomena. Also the abrasive effect of

fine particles in a flowing oxygen stream has been and is being studied.

A highly probable veu. s>ldom observed accident source is Fracture.
The exposure of a fresh clean surface of some metals to oxygen can cause a
violent reaction, Various methods have been used from straight tensile tests
to puncture by bullets or other projectiles, Jackson et al (1963). Even the

cffect of the projectilesize and mate ‘ial has been considered.

Configurational - The final test of oxygen compatibility for any material

18 whether it will ignite in its final configuration, complete with adjacent materials
and possible contaminants. Because of our lack of understanding of the ignitiou
..nd combustion of metals, riost critical applications also undergo an environ-
mental test. Artificial ignition of wire harnesses or clothing, hyperbaric testing
of breathing apparatus, and overloading liquid oxygen pumps are all examples

of this category. These tests will always be indispensable, especially where

saiety is of prime concern.

In view of the controversies which exist regarding the value of various
testing techniques, it is recommended that an independent group, such as NBS,
study these methods and test results, using whateveyr expertise is necessary to
establish standardized test procedures for liquid and gaseous oxygen compati~
bility testing. Any recommendations should be flexible enough to inciude new

18
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mcthods or proecedurces as they arce proven useful. As a consequence of the

recent and thorough survey by Johnston (1970), it was concluded that there
is censiderable concern for better and improved materials selection and
testing methods and safety criteria. This plea has been repeated often since
1957 with apparent little effect. Recent activity in test development and

reanalysis by NASA-ASRDI raay be a partial answer to these recommendations.
Iv. Material Compatibility Data

A not insignificant portion of the materials compatibility data is

uanpublished. Some is difficult to obtain from the "unpublished' literature
and it is especially hard to obtain corporate data. However, this is not to say
that data are lacking for most technical materials. There are considerable
data available, but, in some instances the inconsistencies produce a con-
fusing picture., The principal sources containing information regarding the
effect of pressurc on oxygen compatibility are Attwood (1971), Baum (1962),
Dean (1961}, Guter (1967), Kimzey (1970), Kirschfeld (1961), (1965), (1967),
(1968) and NASA MSC-02681 (1972). High pressure data from these and other
sources are tabulated in Appendix I. One extensive set of unpublished data
included in Appendix I is irom John Austin, Maxshall Space Flight Center
(1972). An extensive tabulation of test data, contained in Appendix E of
NASA MSC-02681, (1972), is reproduced for convenience as Appendix II.
Appendix II contains the high pressure compatibility test data of both metals
and non-metals, not just non-metals as indicated by the title of the source
document. The document, NASA MSC-02681 (1972) is periodically updated to include
the mest recent NASA test data. Additional updated copies may be obtained from

Chief, Reliability Division

Code NB

NA5A-Manned Spacecraft Center

Houston, Texas 77058.

I.ﬁ several instances, data have been reported and conclusions have

been drawn by the investigators which can not be neatly tabulated in Appendix 1

15



or arc difficult to summarize briefly. These data, often resulting from
coafiguration and other non-standardized tests, are, however, very useful gy
in asscssing the oxygen compatibility of materials. To make some of these

results more readily available, the summaries, conclusions, and recommenda-

Nt Baaca vy a,

tions ‘o{ these papers are presented in Appendix III for the convenience of the

reader. For additional detailed data, the reader is referred to the references.

We are not including further sunmmarization of these papers individually, see

for example McKinley (1971); however, some of the generalizations which follow .

!

are based on the results of these papers.

The sources of oxygen compatibility information include considerable
data below 3000 psia; these data are not tabulated in Appendix I unless they
are useful for projections at higher pressures. The discussion of these data
is separated into sections on (A) Metals and (B) Non-Metals. In Appendix I,
metals are further separated into (1) Pure Metals and (2) Alloys. The non-
metals are divided into (1) Halogenated Compounds, (2) Non-Halogenated
Plastics, (3) Scalants, Threading Compounds and Lubricants, (4) Elastomers,
and (5) Miscellaneous, The format of the tables in Appendix I is chosen to
be similar to the format of NASA MSC-02681 (1972).

Table 1 contains miscellaneous thermal data for pure metals and
alloys as well as a few selected polymers. These data are useful in the

selection of materials for high pressure oxygen service.

:
!
j
%
S
_é.
i
‘§
;
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A. Metals

McKinley (1971) has done a complete and objective review of the
literature on ignition and combustion of metale, He includes both low and
high pressures and compiles metal ranking lists according to various experi-
ments. These lists show that nickel and copper and their alloys are most
suitable for oxygen service., They also suggest that neither aluminum nor
iron alloys (including stainless steel) are highly desirable. Stainless steels,

however, are generally more oxygen compatible taan aluminum. The overall

20




- AT OBt e g e MNP RN LIMANRLRFRGD N € LESe Y 4T e w A e

00T ‘T %*200°0 200°0 009 ~ ooL oo L
000 ‘L %200 '0 €00°0 006 ~ SLY : uotldN
0006 *200°0 $00°0 oo¥~ oSy suehmpediod
%006 ‘L S0°0 08°0 osLl S9¢1 o938
woqaed

006 ‘8 10°0 1 °0 0291 0L91-00¥%1 s{enig
sseuTRIg

00V PU® 00€

00L‘L 20 °C 0€°0 0291 44 1o,s 2D
00¥ ‘€ 910 "0 S2°0 0091 02st touoyy
000 ‘S 800 °0 1o 0%91 0091 Loriae H
00L ‘¥ 800 '0 18 1] 0L91 0291 ouodul
009 ‘€ $L0°0 o't €811 €L21 ssuxgd
ria 8€ 0 0¥ c€e2t @31u81 jou se0p . asants
000 ‘¥ S€0°0 90 ocLl oeLl . T9%IIN
000 ‘L 250 ‘0 8°0 21861 0021 uoxy
1°¢ 9¢el 931uly j0Uu s9OP - pToD

00¥% ‘2 820 0¥ 09¢l 00€1 2eddoD
000 ‘1¢ 98 0 2°2 te6 0001 wmnuuniy

(8/1) (998/,ux0) (3t wa/m) (1) (1)
uosnqUIoD M 00€ 3%® s 00€ I® ‘dure J, ‘dure],

3o yesy Ayrarsnzng rewaoqy £31a130NpuoD [RTIIYL BunioN wopyul] (s)sdusasjey TeIINER

e e e o= e e e w em e ™

sAo([V pu® S1e}2N uo e [eWIYL snoaue{[ed8IW - | O1°8L




N
b}

ranking suggested by Clark (1971) is in general agreement with these lists.
Pelouch (1972) has also presented material ranking iists as a function of
such parameters as strength, reaction intensity, volume, etc. and reaches
essentially the same conclusions. Considering the lack of contradictory

evidence at higher pressures, it is reasonable that these rarkings would

T adN

also be valid at high pressures.

The existing compatibility data can be summacized as follows. The
ignition temperatures of metals decrease with increasing pressure. However, *
there are insufficient data available to quantitatively define this pressure
dependence for but a few metals over relativeiv small nressure ranges.

Figure 1 illustrates the available ignition temperature data which approach

the high pressure range. It is interesting to note that the nickel allov curve
crosses the steel curve, saggesting the possibility that steels may be better

suited for high pressure service. The igaition temperature data presented

by Nesgorov et al (1968) were normalized to unity at low pressure. To obtain

the data attributed to Nesgorov presented in figure 1, we used the low pressure
ignition temperature values for nickel alloys and steels as listed in Appendix I,

No ignition temperature data exist above 2000 psia. There appears to be a definite
need for a careful méasurement of ignition temperature as a function of pressure
up to at least 10, 000 psia for some of the more technically important metals,

The effect of specimen size and shape should also be investigated.

The burning rate of metals varies as the square root of pregsure
and inversely with cross-sectional area at low pressures; but at higher
pressures burning rates decrease, Kirschfeld (1961), (1965), (1967), (1968).

The nature of this reversal and the pressure at which it occurs are subjects

for further study.

The oxygen compatibility of metals under mechanical impact has Lbeen
extensively studied; however, the repeatchility of the data are in question as :
previously discussed. Because of this lack of repcatability, it is difficult to :

be certain from the avaiiable data listed in Appendices I and II if metals are
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Figure 1 - Ignition temperature of metals as a function of pressure
(Nesgovorov's relative data converted to absolute values
by using low pressure data from Appendix I).
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more cr less sensitive .to mechanical impact at higher pressures. The

dependence o\ﬁ pressure, according to these data, is, at best, small, On .
the basis of the; \\jmpact test data alone, it appears that any of the common metals

and alleys, including aluminum and stainless steel, are acceptable for nse.

However, it is noted that the nickel and copper alloys are less sensitive to

mechar.i:al impact than aluminum and stainless steel, in particular. This

can be seen in table 2..\whic‘h su:nmarizes the metals impact data of Austin (1972).

This table gives the reaction frequency of each alloy class as a function of .
pressure, It appears that aluminum is especially impact sensitive at 100 psi.

We note tha* the 50 psi rate is based on only 40 tests while at e. h of the .

other pressures several hundred tests were conducted. Thus the reaction

frequency at 50 ps1 may not be statistically significant, Ignoring the data at

A o- .

this pressure, we see that if all metals are considered as a group, there is
little pressure dependence up to 1500 psi, Table 2 also shows the lack of

precision in imnpact testing mentioned earlier. The mechanical impact screen-

RV

ing test was probably never intended to be subjected to such a statistical

A fas

analysis; however, it is {elt that the availability of a large sampling of data
introduces a worthwhile degree of significance into the results of the analysis.

It is recommended that all impact data listed in NASA MSC-02681 (1972) be

Sa e Sl e P

subjected to a similar analysis. However, since other variables beaides
pressure are present, a statistical analysis is essentially a problem in
multiple regression analysis. The analysis performed here is of cour;e
much simpler and is the reason why orly Austin's data were used. In most

of his data pressure was the only variable in svccessive tests for each material.

Other high pressure data such as ignition by electric arc, particle

impact, and flash and fire point data are being determined by Siradling (1972)

4
N
T
Y
)
"R

for both inetals and non-metals, Some of these measurements wili be at

pressures to 10,000 psi and, therefore, will be very useful for material ranking.

In summary, it is recommended that all types of compstibility data be
extended to 10,000 psia. The data compiled in NASA MSC-02681 (1972) are

24
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extensive; however, a statistical analysis of these along with other data is

needed o obtain full benefit from this compilation.
B. Non-Metals

Compared to metals, most non-metals are highly combustible. Since
some of the metals are considered incompatible for oxygen service, it
iollows that most non-metals are oxygen incompatible. Because of their
unique physical properties some vrganics, such as the polymers poly-
chlorotrifluoroethylene and polytetraflucroethylene, have been used extensively
in oxygen service, These are probably the mozt compatible of the organic
materials becauce they are highly fluorinated with strong fluorine-hydrogen
bonds. Generally, the more halogenated (particularly with fluorinc) a hydro-
carbon s, the more compatible it is with oxygen. The reader should reler ’
to Appendix III for specific criticism regarding the oxygen compatibility of
other organic materials. Coumpatibility test data for non-metals are found

in Appendices I, II and IIIl. Some general observations are given below.

The ignition temperatures, as well as the related flash and fire
point temperatures of non-metals, generally decrease with increasing
pressure up to about 1500 psia. Above this pressure ignition teinperatures
tend to be independent of pressure. A few typical curves of flash tem-
perature versus pressure are presented in figure 2. The reade- should note
the ciosc correspondence between flash point and ignition temperature. This
correspondence may be even closer than appears in figure 2 because of the
following: the flash powuts reported by Pippen and Stradling (1971) were
oitained with a low pressure appair2tus and a high pressure apparatus. The
transition was at 50 psi, In almost all cares the flash temperatures from the
low pressure apparatus were 50 to 100 K higlier thag the temperatures from
the high pressure apparatus. The low pressurs data are not shown in
figure 2; however, they suggest that the flash points shown may be too
low by as much as 100 K. Such an uncertainty would make high pressure
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ignition temperature and flash points the same within experimental error.
It is alsov observed that the flash points are nearly independent of pressure
at 2000 psi, strengthening the conclusion of Nihart and Smith (1964) that

the ignition temperature is independent of pressure from 2000 to 7500 psi.

Due to the imprecision of ti.ie mechanical impact data on non-metals it
is difficult to readily detert a pressure dependence in sensitivity. To support
this, the data of Austin (1972) were combined as shown in table 3. A similar
analysis of all of the impact data is a very lengthy and complicated mulitiple
regression problem which is not considered within the scope of this project.
This however, is recommended as 3 project which needs to be done for both -

metals and non-metals.

The polymerc, polv~hlorotrifluoroethylene and polytetrafluoroethylene,
often used as valve seat materials, are oxygen compatible according to the
mechanical impact data listed in Appendix I. Although more compatibility

data exist for non-metals than metals, additional data at high pressures are

needed to confirm the pressure dependence cof ignition and impact characteristics.

A more critical need, however, is the investigation of other non-iretals to
find those with the highest oxygen compatibiiity. Some areas which have

probably aot been fully explored are the ceramics and compusites.
V. High Pressure Oxygen Equipment

Somec effort has been directéd toward the acquisition of info~mation
regarding the availability of high pressure oxygen service equipment. The
equipment suppliers listed below have beén contacted and all have sent
information regarding their off-the-shelf iterns. This supplier list is
not intended to be complete nor is it an endorsement of these companies
but rather, it ic a random selection of high pressure uquipment suppliers
intended only to illustrate the degree of availability of such equipment.
in parenthesis after each of the listings we show a few of the. more .common
products of each of these suppliers. From an asgessment of this literature
it appears that considerable equipment is rudilyﬁaviilaﬁls which is, or by
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specification can be made, compatible with high pressuwre oxygen. The manu-
facturcers arc awarc of the problems with oxygen and are both willing and able
to construct equipment using oxygen compatible materials. Their catalogs
often do not specifically mention applications for oxygen, however, the materials
lists and equipmr+nt design show that oxygen compatibility was considered.
Manufacturers, of course, rely heavily on the user to assist in selecting oxygen
compatible materials, Metals most commonly used in high pressure oxygen
compatible equipment are 300 series stainless steels, and nickel alloys.
Aluminum and 400 series steel alloys are used in fewer instances. The poly-
mers Kel-F and Teflon are frequently used in valves and regulators. It has
been recommended by Burmeister, Loser an’ Sneegas (1967) that these as

well as other organics be replaced with metal parts whenever possible. It

has been recommended that material ranking lists ‘.r various experi-

mental tests be established. Such specifications will be necessary to remove

1] RPN B0 W bR R Ll Qs 20 84 21

the incompatible materials such as the 6rganics in existing high pressure

equipment.

In specifying equipment for use at bigh pressures one should be
particularly careful of adiabatic compression heating. For this reason,
safeguards such as slow opening valves and heat sinks to absorb the energy
from compression heating should be included whenever possible. In a high
flow rate system, the sharpness of pipe bends should be limited, solid particles
should be removed from he stream, sharp edges should be eliminated, and
electric charge build-up should be avoided. Whenever possible, organic
materials should be replaced by metal components, such as in valve seats
and regulator parts. Since materiale compatibility lists used by manu-
facturers may differ from lists established by NASA, the purchasing agency
must bear the final responeibility of materials compatibility for spucific

applications.
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Random Seclection of High Pressure Equipment Suppliers
Contacted for Oxygen Compatibility Information
1. Airco Cryogenics Division, 1900 Main St., Irvine, Calif. 92664,
Ph. 714-540-3010 (cryogenic pumps)
2. AiResearch Manufacturing Division of the Garrett Corporation, ]
9851 Sepulveda Blvd. Los Angeles, Calif. 90009, Ph. 213-588-1153

- (storage vessels).

3. American Instrument Co., 8020 Georgia Ave. Silver Spring, Maryland, .
;oo 20910, Ph. 301-589-1727 (pumps, valves) :
: 4, Autoclave Engineers, Inc., 2930 W. 22nd St., Erie, Pa., 16512,

PORRUSUE S

Ph. 814-838-2071 (storage and reactor vessels, valves, tubing,

pumps, intensifiers, metal diaphragm compressors, flanges) .-

bt b b ot Ehotarae S Romd v ar WA e <
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oy 5. Bingham - Willamette Company, Div. of Guy F. Atk;:.r‘zggn,ﬂemf"anm’
e N.W. Front Ave., Portland, Oregen-$T210, Ph. 910-464-8031 f
. i e = =Tipumps) i
6. Cosmodyne Corp., 2920 Columbia St., Torrance, Calif., 90509, f
' ; Ph. 213-320-5650 (pumps, vaporizers, tube trailers, storage vessel's) 3
by E 7. CVI Corp., P.O. Box 2138, Columbus, Ohio, 43216, Ph. 614-876-7381
5 (cryogenic piping, valves, vaporizers)
% 8. Flodyne Controls, Inc., 48 Commerce Dr., Murray Hills, New Jersey,
¢ 07974, Ph. 201-464-6200 (valves)
9. Harwocd Engineering Co., Walpole, Mass,, 02081, Ph. 617-668-3600 '.
(tubing, fittings, valves, pumps, compressors, intensifiers, gauges) )
10. High pressure Equipment Co., 1224 Linden Ave., Erie, Pa., 16505, i{
Ph. 814-838-2128 (tubing, couplings, fittings, valves, pressur. a~d
. reactor vessels, pumps, intensifiers, gauges)
i1, Linde Company, Dov. of Union Carbide Corporation, Tonawainda, New k:
' York, Ph. 716-555-1212 (pumps) . .
12, Ruska Instrument, 6123 Hillcraft Ave., Houston, Texas 77036, Ph. i

713-774-2533 (hizh pressure instrumentation) -
13, Ryan Industries Inc., 4800 Allmond Ave., Louisville, Ky, 40214,
Ph. 502-368-1633 (pumps, vaporizers, tube trailers, storage vesaels)
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Vi High Pressure Oxygen Facilities

At the present time the bulk of the high pressure oxygen compatibility
research is being done at NASA-MSFC (Marshall Space Flight Center) and
NASA-WSTF (White Sands Test Facility). Existing high pressure programs
at NASA-MSFC concentrate on impact and flammability testing. High
pressure programs have been initiated at NASA-WSTF on ignition by
abrasion and electric arc as well as high pressure GOX and LOX imbact
testing and flash and fire point testing. The impact apparatus at MSFC
and WSTF, although not identical, are quite similar. Present information
indicates that practically no oxygen compatibility research is being con-
ducted at private laboratories in the 3, 000 to 10, 000 psi range. The use
of very high pressure oxygen is presently nearly restricted to NASA.

One exception is the use of high pressure breathirng oxygen systems

in the medical profession and aircraft industries. Most of the past high-
pressure research and experience stems from the development of such
breathing systems as well as those used in NASA programs. Johnstion (1970)
has compiled characteristics of these high pressure systems, along with the
failures experience of the metal and non-metals used, Rocketdyne
is establishing a facility to conduct mechanical impact studies at pressures
to 10,000 psia. The iméact tester now being built is the same as the

one used by NASA-MSFC.

The following list of facilities includes principally those that are
presently doing research or engineering involving high pressure oxygen
compatibility as well as a few that have considerable-high pressure
applications experience. Their testing capabilities and other Pertinent

facts are given in purentheses after each entry.

1. Battelle Memorial Institute
Columbus, Ohio . ,
(past compatibility research from 2500 to 12, 000 psi including
effects of vibration. shock, adiabatic compression, flow, and
tempexrature) '
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British Oxygen Co., Ltd
England

(ignition temperature to 3700 psi)

Kennedy Space Center, NASA
Cocoa Beach, Florida

(10,000 psi GOX usage)

Linde Company, Division of Union Carbide Corp.
Tonawanda, New York

(past: compatibility testing to 7500 psi, including adiabatic

compression, galling, bowder impact, promoted ignition, and

mechanical impact; most not to high pressure, present: ignition

and calorimetric bomb testing to 2000 psi)

McDonnell-Douglas Aircraft
Huntington Beach, California

(high pressure O, applications)

2
Manned Space Center, NASA
Houstor Texas

(high pressure O, applications, no testing)

2
Marshall Space Flight Center, NASA

Huntsville, Alabama

(extensive LOX and GOX testing to 10,000 psi - mechanical

impact, low pressure ilammabil.ty testing)

Naval Ship Research and Development Center
Annapolis Laboratory

Annapolis, Maryland

(ignition temperature testing to 3000 psi)

flow)

(also some lower pressure adiabatic compzression and hot.()z
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7. Rocketdyne Division, North Ainerican-Rockwell
Canoga Park, Califoruia
(mechanical impact testing to 10, 000 psi)
10. White Sands Test Facility, NASA.
White Sands, New Mexico
(GOX and LOX compatibility testing to 10, 000 psi - mechanical

impact, abrasive impact, pneumatic, flash and fire point).

VII, Recommendations

The extension of GOX and LLOX applications to pressures above 3000
psia is rcasonable based on the present data. However, in cases where
extremely high reliability is demanded, such as in manned space flight, the
extension is considered marginal without further compatibility testing. Con-
siderable compatibility data exist at pressures up to 2000 psia; the sparse
compatibility data up to 7500 psia suggest no additional problems will be
encountered. However, to obtain high reliability, extensive materials com-
patibility testing to 10, 000 psia will have to be done. Some of these data
are now being obtained at NASA-MSFC and W3TF. Standavdization of test
procedures and materials is essential to reliability and interagency com-
parisons, and will also encourage involvement of indust. y in compatibility
testing. New data need to be combined with existing data to be analyzed for
proper interpretation. Old tests need to be studied for degree of validity,
and new tests which better describe oxy en compatibility are desirable.
Design and applications guidelines wm encourage safe use of 'dxygen and
uniform practice throughout NASA. Data necesiitated by future design
applications must be anticipated. In support of these general recommenda-
tions, an excerpt from the Apollo 13 - High Pressure Oxygen Report
(Johnston 1970) is given below; o T
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Despite the many standards and specifications reviewed -
by this panel, it has become obvious that a void exists ?
in several areas. One area of major concern is the
apparent lack of sufficient detail on nonmetallic mat-
erials and their application for high pressure oxygen
systems to enable a designer to select the proper mat-
erial for his system.

[ .

g

The reason for this is that a comprehensive test pro- .
gram has yet tn be defined and accomplished. Although S
some work has been started in this area, it appears
that the required effort is a major one and should begin
with developing a standard approach to the problem on
the part of both Government and industry so that all data
developed can ultimately be universally used without

the requirements for interpolating test results from a
many faceted approach.

ke &,

The second area of concern is that no standards and/or
specifications appear to exist on a total system which
points out the hazards resulting from misapplication oi
a component which may serve its function well in some

. applications, but may be trigger mechanism of disaster
i in another application.
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Based upon these generalities, the following specific recommenda-

tions are suggested:

1. Extend Measurements indicated below to high pressure (10, 000

psi) for materiais of immediate interest (Include effects of contamination).

(a) Ignition temperature
(b) Impact sensitivity
N (c) Flash and Fire temperatures

(d) Pertinent cdnf!guration tests

2. Develop and Standardize Tests and Materials

(a) The standardization of test procedures is essential if meaningful
results are to be obtained. This standardization is probably best coordinated
by a group not directly involved in conducting the messurements. Involvement
of ASTM would be very desirable and possibly NBS could assist in developing
standard test methods, with the coqperat_ioﬂ of test facilities, '
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(b) Standard reference materials for use in compatibility

tests should be established, These materials, which can be stocked

for distribution ty the Office of Standard Reference Materials, National

Bureau of Standards, are invaluable for the intercomparison of existing

apparatus as well as the standardization of new apparatus. The

establishment of standards should be done through a cooperative effort

of NBS and testing facilities. : .

(c) The development >f new tests more closely related to

fundamental physical or mechanical properties of materials is desirable.
Examples of existing tests which fall in this category are: ignition
temperature and flash and fire teinperature.

(d) An independent statistical analysis of the repeatability of

mechanical impact test data is needed. Past studies have not been con-

clusive and the continuing controversy and wealth of data is justification

for an in depth study.

3. Analyze Data to obtain best values.

(a) A statistical analysis of all existing compatibility data to

determine dependence on pressure, in particular, but also on other factors

affecting the reliability of the material. Multiple regression analysis .
would be necessary to extract this information from the existing data. The ?
data to be analyzed are principally +* ose listed in this report. This analysis

is not a trivial task; however, the resulting increased wozch of the data

justifies the effort. The general validity and uncertainty estimates of mat-

erial ranking data will be considerably improved as a result of this critical |

analysis.

(b) More universal agreement should be obtained on material
ranking lists. This can be initiated by establishing e[acli a list for each

standz d test within NASA. Work should proceed to exfex;d the acceptance
of these liats by other government agencies and industzry. Ultimately ’
international acceptance is desirable. It cannot be overqtraaud that the
test conditions are an integral part of any ranking Mast. | |
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(c) A compilation of thermodynamics data reievant to material

compatibility is essential to any effort to understand compatibility. Test
methods, test results, ranking lists, etc. are all riore meaningful when
they can be related to funda‘,mental properties. Such properties as ignition
temperature, heat of combustion, thermal diffusivity, melting and vaporiza-

tion temperatures of metals and their oxides should be considerad.

4. Adopt Guidelines for design and procedures for oxygen systems.

Participation of oxygen producers and equipinent manufacturers is indispensable
in this process.

(a) Oxygen system or components design can have many inherent

safety features that can be spelied out for the design engineer. This should
include the :naterials used, flow rates, valving rates, heat sinks, cleaning '
accessibility, filters, internal flow cross sections ,' temperature limits, and . i
many others. ’ I

(b) Cleanliness standards and procedural guidelines that are NASA

wide and even nation wide are essential to the safe operation of high pressure

oxygen systems.

vt 2t St E O vt rehnm 4

5. Fundamental Research should be pursued in all areas of ignition

and combustion, because understanding alwaye leads to better and safer
applicacicns. Two areas in particular stand out as areas of concern for high
pressure oxygen:

(a) The mechanical proparties of materials in the presence of high ——

pressure oxygen has been virtually ignored. Oxygen embrittiement is small

\

at low pressures but may be significant at 10, 000 psi. Fatigue behavior and - i
crack propagation rates in the presence of uxygen are not known for any _ ;g‘r‘?
pressures. i
(t) The burning behavior at mr_;_ oxygen pressure is in real doubt. .

Since the degrae of darnage is directly related to the burning rate, this ehouwld i ) dnﬁ

be known. The only study of burning rates versus pressure indicate possible

dramatic changes around 2000 psi.
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Some of the above recommendations are already being pursued by
NASA. ASRDI is sponsoring some ignition research at White Sands and is
establishing design and cleanliness guidelines at Lewis Research Center.
MSFC is funding some lower pressure combustion studies at NBS. fhese
should be considered an integral but initial part of NASA's pursuit of the

safe applications of high pressure oxygen. .

VII. Summary

Based on the available data it appears that no fundamental problems
would prevent the common use of high pressure GOX or LOX. There are
dangers involved, of course, but with a reasonable set cf rules and guide-
lines, these dangers can be reduced to a workable level. It aprears tha’

a large proportion of pasi accidents are caused by material incompatibility

B ey b ek DR P A

. but an even larger proportion are caused by perconal carelessness or equip- i
ment failure. With care, the added hazards due to high pressure will not

increase accident rates si,nificantly,.

In high pressure systems the enhancement of existing ignition
sources is rnore important than the decreaserd ignition temperature of '
materials. For examp .e, in high pressure applications the effect of adiabatic

compression becomes increasingly important, higher flow rates enhance the

probability of ignition from friction, impact, static discharge, etc., and
reaction intensities increase because of the increased density and availability

of 02 . The possibility of ignition due to mechanical failures is also greater.

Thers are little compatibilit; data on'ihoet materials above 3000 psia and
much is needed. It is also deairably to have more quantitative fundarmnental
data. This requires study of the ;hysical phenomena involved and the
design of experiments to develop parameters re'pre.lenting these phenomena.
There is a strong need for more enginesring compatibility characterizaiion

measurements, such as configuration and component tests by menafacturers.
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From the available data the pressure dependence of ignition and
burning ar¢ not well characterized. Metal burning rates are proportional
to /P at lower pressures but at higher pressures barning rates decrear-.
Only a few ignition temperature versus pressure data are available, These
data show the ignition temperature decreasing with increasing pressure. It
would be unwise to extend these few data to other materials without furtker
confirming measurements. Some impact test data as a function of pressure
are available but considerably more are needed. These show, but not clearly,
an increasing sensitivity with pressure. Flash and fire point data also cshow

an increased sensitivity for non-metals at higher pressures.

Equipment for the handling and storage of high pressure oxygen, both
liquid and gas, is readily available. In some instances it is necessary to
specify the elimination of marginal materials. This presents a problem only if
a better substitute material is not yet available, Equipment manufacturers are

eager to cooperate in fabrication of more reliable components.

Present high pressure compatibility testing facilities are restricted
ncarly totally to NASA- WSTF and MSFC. Commercial laboratories have
performed various compatibility tests in the past but generally not above

about 3600 psi.

It is recommended that NASA extend specific experimental tests to
higher pressures, establish standard tests and reference materials, perform
statistical analyses of existing data, develop material ranking lists, and

encourage new test methods and fundamental research,
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APPENDIX I - HIGH PRESSURE OXYGEN COMPA IBILITY DATA
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